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[57] ABSTRACI‘ 
A horizontal structure transistor is fabricated in a shal 
low epitaxial island which is completely surrounded by 
an insulator, such as oxide. The transistor has base and 
emitter regions which are diffused into the island from 
the same mask so that the base width is controllable and 
remains constant with respect to the emitter. A polysili 
con base contact rests on top of the island and is isolated 
from the emitter and collector regions by an oxide 
layer. The horizontal structure transistor can easily be 
fabricated to include complementary bipolar transistors 
and complementary IGFET devices on the same sub 
strate. 

7 Claims, 8 Drawing Sheets 
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HORIZONTAL STRUCTURE THIN FILM 
TRANSISTOR 

This application is a continuation of application Ser. 
No. 07/012,749, ?led Dec. 12, 1986, now abandoned, 
which is a continuation of application Ser. No. 
06/666,942, ?led Oct. 31, 1984, now abandoned. 

BACKGROUND AND SUMMARY OF THE 
INVENTION 

This invention relates generally to transistors and 
integrated circuits and more speci?cally to a horizontal 
structure transistor and method for making same. 

It would be desirable for a bipolar transistor structure 
to easily lend itself to the fabrication of true comple 
mentary bipolar transistors. It would further be desir 
able that a process for fabricating such complementary 
bipolar structure be compatible with the fabrication of 
insulated gate ?eld effect transistor (IGFET) structures 
on the same substrate. Further desirable features of 
bipolar transistors would include small size, easy auto 
mated layout by design automation tools, complete, 
improved isolation, and fast switching speeds. 

Presently available transistor structures have several 
important inherent drawbacks. It is presently possible to 
make ef?cient, high gain vertical NPN transistors, but 
generally dif?cult or impossible to fabricate comple 
mentary PNP transistors having matching characteris 
tics on the same substrate. Generally, when PNP tran 
sistors are desired on the same substrate as vertical NPN 
transistors, lateral PNP transistors are fabricated. It is 
well known that such PNP transistors are not truly 
complementary with vertical NPN transistors, and have 
several inherent limitations such as speed and gain. 
Additionally, even the relatively ef?cient vertical NPN 
transistors are wasteful of real estate on the semicon— 
ductor wafer, are difficult to isolate completely, and 
incorporate a number of undesired parasitic capaci 
tances. 

Additionally, it is presently difficult to fabricate bipo 
lar and IGFET devices on the same substrate. To in 
clude IGFET devices on a single substrate with bipolar 
devices generally involves greatly increasing the num 
ber of process steps required, thereby decreasing yield 
and increasing cost. 

It would be desirable for a transistor structure to 
overcome these and other limitations of the prior art. It 
would therefore be desirable for a new transistor struc 
ture to be small, easily susceptible to automated layout 
techniques, and have a process which is amenable to the 
incorporation of IGFET devices on the same substrate. 
Further desirable features of such a transistor structure 
include high gain, complete isolation, and low parasitic 
capacitance. Such features would result in vastly im 
proved circuit switching speeds. It would further be 
desirable that the current carrying capacity of the tran 
sistor be easily controllable. Yet another important fea 
ture of such an improved transistor structure would be 
the ability to easily fabricate true complementary NPN 
and PNP bipolar transistors. 

Therefore, an improved transistor according to the 
present invention consists of a horizontal structure tran 
sistor fabricated within an epitaxial island which is com 
pletely isolated. Such isolation may be achieved by 
forming the island on top of an an insulator, or within a 
layer of insulating material. The epitaxial island is com 
pletely surrounded by insulator. The isolated epitaxial 
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2 
islands are preferably shallow and of a regular shape, 
and can be extended in one dimension in order to im 
prove the current carrying capacitry of the transistor. 
Horizontal transistors can be formed in such shallow 
epitaxial islands through suitable diffusions of base, 
emitter and collector regions. A polysilicon base 
contact rests on top of the island, and is available for 
contact with the remainder of the circuitry at, for exam 
ple, one end of the isolated island. 

Several preferred methods for fabricating such hori 
zontal structure transistors are described below. Gener 
ally, the diffusions necessary for fabricating such tran 
sistors are compatible with the formation of IGFET 
devices on the same substrate, and doing so required the 
use of few or no extra mask steps. Fabrication of other 
devices, such as resistors and Schottky diodes, is also 
done within the isolated epitaxial islands. 

Several methods for fabricating such isolated islands 
can be used. One preferred method involves the anodic 
formation of porous silicon which is then converted to 
silicon oxide. This process produces isolated islands of 
epitaxial silicon as desired, and these islands are suitable 
for the fabrication of transistors and other structures as 
described below. 
The novel features which characterize the present 

invention are de?ned by the appended claims. The fore 
going and other objects and advantages of the present 
invention will hereinafter appear, and for purposes of 
illustration, but not of limitation, several preferred em 
bodiments are shown in the accompanying drawings. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a cross-section of an NPN transistor formed 
in an island resting on an insulating layer; 
FIG. 2 is a cross-section of an NPN transistor formed 

in an island located within an insulating layer; 
FIGS. 3-12 illustrate a preferred process for fabricat 

ing complementary bipolar transistors in epitaxial is 
lands located within an insulating layer; 
FIGS. 13-15 illustrate one preferred method of fabri 

cating resistors within isolated epitaxial islands; 
FIGS. 16-18 illustrate a second preferred method for 

fabricating transistors within isolated epitaxial islands; 
FIG. 19 shows a Schottky-barrier diode fabricated 

within an isolated epitaxial island; 
FIGS. 20-25 illustrate a preferred alternative process 

for fabricating bipolar transistors in isolated epitaxial - 
islands ‘located within an insulating layer; 
FIG. 26 is a perspective cross-sectional view of a 

bipolar transistor fabricated within an isolated epitaxial 
island, located within insulating layer, without the emit 
ter and collector interconnects; 
FIGS. 27-29 illustrate a preferred method for form 

ing isolated epitaxial islands within an insulating layer; 
FIG. 30-32 illustrate a preferred alternative method 

for forming isolated epitaxial islands within an insulat 
ing layer; 
FIGS. 33-39 illustrate a preferred method for form 

ing bipolar transistors in an epitaxial island resting on 
top of an insulating layer; 
FIG. 40 shows a perspective cross-sectional view of a 

horizontal bipolar transistor fabricated within an epitax 
ial island resting on an insulating layer; and FIG. 41 
shows a cross-sectional view of complementary IGFET 
devices formed in isolated epitaxial islands located 
within an insulating layer. 
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DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

FIGS. 1 and 2 show cross-sectional views of horizon 
tal structure transistors fabricated according to the pres 
ent invention. The NPN transistor 10 of FIG. 1 has been 
fabricated in an epitaxial island 14 resting on an insulat 
ing layer 12. FIG. 2 shows an NPN transistor 20 which 
has been fabricated in an epitaxial island 24 which lies 
within an insulating layer 22. 

Referring to FIG. 2, a horizontal structure bipolar 
transistor 20 is formed within an epitaxial island 24 
located within an insulating layer 22. FIG. 2 shows an 
NPN transistor 20 located within an N-well. The insu 
lating layer 22 is preferably silicon oxide. (hereinafter 
referred to simply as oxide) Highly doped N+ emitter 
26 and collector 28 regions make ohmic contacts with 
emitter and collector leads 30,32. As shown in FIG. 2, 
the emitter and collector leads 30,32 are metal, but 
polysilicon leads also fall within the scope of the present 
invention. 
A P-type base region 34 is adjacent to the emitter 26 

and in contact with a P+ polysilicon base contact, or 
lead 36. The base contact 36 is separated from the col 
lector 28 and emitter 26 by oxide layer 38, and is com 
pletely surrounded by oxide 40. The width of the base 
34 is constant, providing predictable and strictly con 
trollable device characteristics. When this structure 20 
is fabricated as described below, the base width can be 
selected with ease, allowing one to set the gain parame 
ters of the horizontal structure 20 transistor as desired. 
The epitaxial island 24 is which the transistor 20 is 

formed is surrounded by oxide 22 on all sides, providing 
extremely good isolation from all other transistors on 
the same substrate, and reducing stray capacitances. 
The depth of the epitaxial island 24 is typically 0.5 mi 
crons so that the horizontal structure transistor 20 
formed therein is extremely small. The small size of the 
transistor 20 and the elimination of excess sidewall ca 
pacitances results in a very fast transistor. As can be 
seen in FIG. 2, the horizontal structure transistor 20 is 
very symmetrical, which results in fast, although gener 
ally not identical, switching times in both directions. 
A perspective view of the transistor in FIG. 2 is 

shown in FIG. 26. Only one end of the island 24 is 
shown in FIG. 26, which illustrates how the polysilicon 
base contact 36 is carried away from the island 24 and 
exposed. This allows easy connection to the remainder 
of the circuitry on the chip. Typical dimensions for such 
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isolated islands 24 are 10-20 microns in the direction of 50 
current flow (emitter to collector), and 50-100 microns 
or more in emitter and collector “length”, i.e. the direc 
tion in which the base contact 36 runs. Preferred meth 
ods for forming such isolated islands 24 will be de 
scribed below. 
A PNP transistor has identical structure to the NPN 

structure shown in FIG. 2, with the conductivity type 
of the various regions reversed. The PNP transistor is 
formed in a P-type epitaxial island. Thus, the structure 
of the NPN and PNP bipolar transistors are substan 
tially identical, with changes made in various dimen 
sions to compensate for majority carrier lifetime and 
mobility. This results in bipolar transistors which are 
truly complementary in that device characteristics are 
accurately matched. This is an improvement over previ 
ous bipolar structures in which vertical NPN transistors 
are matched with lateral PNP transistors having sub 
stantially different device characteristics. Bipolar tran 
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4 
sistor structures such as shown in FIGS. 1 and 2 are not 
at all like present lateral PNP transistors, but are rather 
more closely akin to vertical NPN transistors which 
have been laid over on their side. 

Referring to FIG. 1, an NPN transistor 10 is formed 
in an epitaxial island 14 which rests on top of an insulat 
ing layer 12. The insulating layer 12 is preferably silicon 
oxide. The structure of the horizontal transistor 10 is 
very similar to that of FIG. 2, in that highly doped N+ 
emitter 46 and collector 48 regions are located at the 
sides of an N-type epitaxial island 14. A P-type base 54 
is adjacent to the emitter 46, and a polysilicon P+ base 
contact 56 is located on top of the island 14 and sepa 
rated from the emitter 46 and collector 48 regions by 
oxide layers 58, and covered by another oxide layer 60. 
Emitter and collector contacts 50,52, which in this case 
are metallic contacts, connect to the emitter 46 and 
collector 48 respectively and lie on the surface of the 
insulating layer 12. 
A PNP structure (not shown) similar to the NPN 

transistor 10 of FIG. 1 can be used to form a comple 
mentary transistor with the NPN device 10. The struc 
ture of FIG. 1, like that of FIG. 2, results in compact 
devices and high switching speeds. A perspective view 
of the device of FIG. 1 is shown in FIG. 40, which 
illustrates the polysilicon base contact 56 being carried 
to the side and exposed to allow contact with the re 
mainder of the circuitry. The emitter and collector 
leads 50,52 are not shown in FIG. 40. 
The device structures of both FIGS. 1 and 2 are very 

compact, allowing a high level of integration on the 
substrate. In addition, they are both rectangular in 
shape, which allows the use of design automation tech 
niques to lay out device placement and connector rout 
ing. This allows high quality bipolar devices to be de 
signed with minimum chip area, minimum cost and 
short lead times. 

Referring to FIGS. 3-12, a preferred method for 
fabricating complementary horizontal structure transis 
tors of the type shown in FIG. 2 is described. Parts 
corresponding to those-of FIG. 2 will be labeled as in 
FIG. 2. Various preferred values such as implant ener 
gies and dopant concentrations given in the description 
of this and later processes are understood to be approxi 
mate, and will be varied to control details of the pro 
cess. 

Referring to FIG. 3, N-type and P-type epitaxial 
islands 24,70 are formed within an insulating layer 22, 
preferably an oxide layer. Preferred methods for fabri 
cating these islands 24,70 will be described later. The 
N-type island 24 will be used to fabricate an NPN tran 
sistor 20, and the P-type island 70 will be used for a PNP 
transistor 68. A thin layer of silicon oxide 72, preferably 
approximately 500 angstroms thick, is thermally grown 
over the entire surface of the wafer. The nitride layer 
74, preferably approximately 1000 angstroms thick, is 
then deposited over the entire surface of the wafer. The 
nitride layer 74 is followed by approximately 2000 ang 
stroms of polysilicon 76 deposited over the entire sur 
face of the wafer. 

Resist (not shown) is then deposited and patterned to 
form a self-aligned base structure. The polysilicon and 
nitride layers 76,74 are then etched to conform with the 
resist pattern giving the stack structure shown in FIG. 
4. The 500 angstrom oxide layer 72 may be left, with 
subsequent dopant implants being made through this 
layer 72, or it may be removed. The layer 72 is left in the 
described process. In FIG. 4, the base 34 of the NPN 
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transistor 20 is formed by blocking the collector portion 
of the transistor 20 and the entire PN P transistor 68 area 
with resist 78. Boron is then implanted into the N-type 
region 24. The boron is preferably implanted at 30 KEV 
to form a surface dopant concentration of 2x1013 
atomslcmz. This implant can be annealed and diffused 
in at this stage, or this procedure may be delayed until 
the following stage. As shown in FIG. 4, the optional 
boron anneal is not performed now. 

Referring to FIG. 5, the base region 80 for the PNP 
transistor 68 is fabricated. Resist 82 is used to cover the 
entire wafer except for the emitter regions of the PNP 
transistors 68, and phosphorous is implanted into the 
emitter region. The phosphorous is implanted at 70 
KEV to a concentration of 2X 1013. At this stage, an 
anneal is performed with diffuses both the boron and 
phosphorous and forms the base regions 34,80 of both 
transistors 20,68. 

Referring to FIG. 6, the emitter and collector regions 
84,86 of the PNP transistor are formed. A resist pattern 
88 is used to entirely block the NPN transistors 20, and 
entirely expose the PNP transistors 68. Boron is im 
planted, preferably at 100 KEV to form a ?nal concen 
tration of 2 X 1015. This implant is then annealed to form 
the structure shown in FIG. 6. Note that the boron 
implant converts the emitter region 84 to a P+ region, 
while leaving a smaller N-type base region 80. Since 
both the base and emitter regions 80,84 were implanted 
and then diffused, they have virtually identical pro?les 
which results in a constant base width. 

Referring now the FIG. 7, the emitter 26 and collec 
tor 28 of the NPN transistor 20 are formed. A resist 
pattern 90 is 'used to block the entire PNP transistor 68 
while the entire NPN transistor 20 is exposed. Phospho 
rous is then implanted through the thin oxide layer 72, 
if it was left on the tank 24,70 surfaces, preferably at 70 
KEV to a concentration of 5 X 1015. This implant is then 
annealed to form the emitter and collector regions 26,28 
as shown in FIG. 7. In the same manner as described 
with FIG. 6, the pro?le of the emitter and base regions 
26,34 are the same, so that the base 34 has a constant 
width. . 

Referring to FIG. 8, the self-aligned base structures 
for both transistors 20,68 are formed. The nitride layer 
74 remaining under the polysilicon cap 76 is undercut 
etched, preferably by a phosphoric/sulfuric acid mix 
ture in the ratio of 90/ 10. Any etchant which etches the 
nitride 74 at a known rate and does not substantially 
effect the polysilicon cap can be used. The nitride 74 is 
etched back for a preselected distance by controlling 
the etch time. 

Referring to FIG. 9, the polysilicon cap 76 is 
stripped, and the wafer oxidized to a depth of approxi 
mately 2500 angstroms. As shown in FIG. 9, the oxide 
90 over the emitters and collectors grows under the 
remaining nitride 74, thus isolating the emitter 26,84 and 
collector 28,86 regions from the area where the base 
contact will be formed. It is important that the nitride 
layer 74 be etched back precisely a preselected distance, 
so that oxide 90 will isolate the emitters 26,84 and col 
lectors 28,86 without entirely covering the base regions 
34,80. Since the base regions 34,80 are typically 0.25 
micron across, the under etch of the nitride 74 must be 
carefully controlled. ‘ 

The nitride 74 is then stripped, and a 500 angstrom 
oxide deglaze is performed. This removes the thin oxide 
layer 72 from above the base contact regions, while 
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6 
leaving oxide 90 above the emitter and collector regions 
26,28,84,86. This results in the structure of FIG. 10. 

Referring to FIG. 10, a layer of polysilicon 92 is 
deposited over the entire wafer in order to form base 
contacts for both horizontal structures. A resist block 
(not shown) is patterned to cover the entire PNP tran 
sistor 68, and boron is implanted, preferably at 100 
KEV to a concentration of 5X 1015, in order to form 
P-type polysilicon for the base contact. A resist block 
(not shown) is then patterned to cover the entire NPN 
transistor 20, and phosphorous is implanted, preferably 
at 70 KEV to a concentration of 5X 1015, in order to 
make an N~ype base contact. An optional metal silicide 
layer, such as titanium or platinum silicide, can be 
formed at this point by depositing such metal over the 
polysilicon 92 and annealing. This layer greatly reduces 
sheet resistances within the base contacts. Such reduc 
tion can be important when long polysilicon base 
contacts 36,96 are used. No silicide layer is shown in 
FIG. 10. 

Referring to FIG. 11, the polysilicon 92 and optional 
silicide layers are patterned and etched to form the base 
regions shown in FIG. 11. This gives a P-type polysili 
con base contact 36 with a silicide layer 94, and an 
N-type polysilicon base contact 96 with a silicide layer 
98. The polysilicon and silicide layers 36,94,96,98 are 
then oxidized in order to completely isolate the base 
contacts 36,96 with oxide layers 104. In the preferred 
embodiment, a thin native oxide is grown over the 
contacts 36,96, followed by a thicker deposited oxide. 
This prevents large portions of the contacts 36,96 and 
silicide layers 94,98 from being converted to oxide. At 
this point, impurities from within the polysilicon base 
contacts 36,96 diffuse into the thin uppermost layer of 
the epitaxial islands 24,70 as shown. 

Referring to FIG. 12, contacts are then made to the 
emitters 26,84 and collectors 28,86 of both NPN and 
PNP transistors 20,68. Oxide 90 is removed from the 
contact regions, and platinum silicide 106 formed in 
order to form an ohmic contact. A layer of titanium’ 
timgsten 108 is deposited, followed by a layer of alumi 
num 110. The titanium tungsten and aluminum layers 
108,110 are then patterned in order to form a ?rst layer 
of metallization on the wafer. Although it is preferred 
to usse platinum silicide and titanium tungsten 
/aluminum emitter and collector contacts, other meth 
ods are known in the art and can be used instead. Varia 
tions on the fabrication method described above will > 
become apparent to those skilled in the art. For exam 
ple, it may be desirable to have only NPN bipolar tran 
sistors on a device. The method described above can be 
used, with those processing steps directed to fabricating 
PNP devices left out. This would reduce the total num 
ber of processing steps required so that an NPN only 
device is very simply fabricated. 

In addition, it will be apparent to those skilled in the 
art that the processing method described above is com 
patible with the formation of IGFET devices on the 
same substrate as the bipolar devices. In general terms, 
in order to adapt the bipolar method to produce IGFET 
devices, it is necessary only to eliminate the base im 
plant and diffusion steps shown in FIGS. 4 and 5, and to 
form a gate oxide layer between the polysilicon contact 
and the central region of the isolated island. An example 
of this is shown in FIG. 41, where complementary n 
channel 120 and p-channel 122 transistors are shown 
fabricated in isolated islands 124,126 of the type used for 
the complementary bipolar transistors 20,6e. These are 
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simpli?ed cross-sections, showing only the n-channel 
source and drain regions 128,130, the p-channel source 
and drain regions 132,134, and the polysilicon gates 
136,138. The polysilicon gates 136,138 are separated 
from the epitaxial islands 124,126 by a thin gate oxide 
140 which can be grown using one additional mask step. 
After the 500 angstrom oxide deglaze is performed as 
described in connection with FIG. 10, a thin gate oxide, 
preferably 500 angstoms, is grown over the IGFET 
gate regions. The source and drain regions 
128,130,132,134 can be formed simultaneously with the 
emitter and collector regions 26,28,84,86 of the respec 
tive bipolar transistors 20,68 as shown in FIGS. 6 and 7. 
The polysilicon gates 136,138, which as shown in FIG. 
41 include a silicide layer 142 in order to reduce sheet 
resistance, are formed at the same time as the polysili 
con base contacts 36,96 for the bipolar transistors. Sub 
strate contacts are not shown in FIG. 41, but can be 
made in a manner similar to the bipolar transistor base 
contacts and projecting from the end of the epitaxial 
islands 124,126 opposite the polysilicon gate contacts 
136,138. The gate contacts 136,138 extend beyond one 
end of the epitaxial islands 124,126 for connection to the 
remainder of the circuit on the wafer in the same man 
ner as shown in FIG. 26 for the bipolar case. 

In actual practice, it will usually be desirable to fabri 
cate the IGFET devices using well known techniques, 
such as self-aligned gates. This would generally involve 
extra mask steps, with all bipolar devices being com 
pletely masked out during the additional process steps. 
Fabrication methods suitable for use in isolated epitaxial 
islands of the type described herein will become appar 
ent to those skilled in the art. 
FIGS. 13-15 show one preferred method for forming 

resistors 150 in isolated islands 152. This process is illus 
trated by implanting a p-type resistor 150 in an n-type 
epitaxial island 152, but the conductivity types may be 
reversed if preferred. Referring to FIG. 13, a resistor 
channel region 154 is implanted and annealed at the 
same time as the boron base implant of FIG. 4. This 
region can run the length of the epitaxial island 152, or 
across the width of the epitaxial island 152 if extremely 
low resistances are desired. Referring to FIG. 14, P: 
contact regions 156 are formed by implanting and an 
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nealing boron during the same step as the formation of 45 
the emitter and collector regions 84,86 of the PNP tran 
sistor 68 as shown in FIG. 6. The contacts 156 will 
generally be formed on the ends of the epitaxial island 
152, so that the resistor 150 runs along the length of the 
island 152. The resistor 150 is masked from all other 
process steps except for the oxide growth of FIG. 9, and 
the metallization formation of FIG. 12. This results in a 
resistor having a layer of oxide 158, and as shown in 
FIG. 15, platinum silicide contact regions 160 and tita 
nium tungsten/ aluminum metallic contacts 162. The 
processing steps of FIGS. 13-15 are compatible with 
the formation of complementary bipolar transistors 
20,68 inasmuch as it utilizes the base implant for the 
NPN transistor 20 and the emitter/ collector implant for 
the PNP transistor 68. If it is desired to fabricate only 
NPN transistors, the emitter/collector implant for the 
PNP transistor will not be used, and an alternative resis 
tor formation process must be used._ 

Referring to FIGS. 16-18, such an alternative process 
for resistor 168 formation, suitable for use when only 
NPN horizontal structure transistors 20 are to be 
formed, is shown. A p-type region 170 is implanted into 
an n-type island 172 in a manner similar to that of FIG. 

50 

55 

65 

8 
13. Referring to FIG. 17, the resistor island 172 is then 
masked from all further process steps, except for the 
growth of an oxide layer 173, until the polysilicon base 
contacts 36 are formed. At that time, any oxide overly 
ing the contact regions of the resistor 168 is removed, 
and polysilicon resistor leads 174 are fashioned and 
implanted with boron as described in connection with 
FIG. 10. The leads 174 are then patterned, and subse 
quent annealing steps cause the entire contact region 
176 to become p-type, thereby resulting in a resistor 168 
running the length of the epitaxial island 172. This is 
shown in FIG. 18. The polysilicon contacts 174 are 
oxidized along with the base contacts as described in 
connection with FIG. 11, forming oxide isolation layer 
178. These polysilicon contacts 174 may be run and 
coupled directly to another device, for example, the 
base contact of a transistor 20, or the oxide layer 178 
may be opened as shown in FIG. 18 and metallic 
contacts 180 attached thereto. 

It will be apparent to those skilled in the art that the 
conductivity type of the island 172 can be reversed if 
desired, requiring oppositely doped polysilicon contacts 
174. 
Due to the extremely small size of complementary 

bipolar transistors fabricated as described above, 
Schottky transistors are dif?cult to make. It is prefera 
ble to fabricate Schottky diodes in separately isolated 
islands if such are desired. FIG. 19 shows a Schottky 
diode structure 190 compatible with the present method 
of transistor construction. In FIG. 19, an n-type epitax 
ial island 192 is utilized, and is blocked from all process 
ing steps except that used to form the emitter and col— 
lector of the NPN transistors. Phosphorous is implanted 
at the same time as the emitter and collector of FIG. 7, 
and annealed to form ohmic contact region 194. The 
only additional processing step needed is the formation 
of ohmic contacts 195 and a metallic schottky contact 
196 as shown. The contacts 195,196 of FIG. 19 all in 
clude platinum silicide 198, and titanium tungsten 
/aluminum metal 199. The structure of FIG.19 shows 
two Schottky diodes having a common anode. 

Referring to FIGS. 20-25, a preferred alternative 
method for fabricating horizontal structure transistors 
of the type shown in FIG. 2 is described. In these fig 
ures, only an NPN bipolar structure 200 will be de 
scribed. 

Referring to FIG. 20, an n-type epitaxial island 201 is 
formed of an insulating layer 202 of oxide. A thin layer 
of oxide 204, preferably approximately 1000-2000 ang 
stroms thick, is grown over the surface of the substrate. 
An oxidation resistant mask 206, such as silicon nitride, 
is formed over the oxide layer 204 to a depth of prefera 
bly about 2000 angstroms. Another thin oxide layer 208 
is formed over the nitride layer 206. The important 
feature of these three layers 204,206,208 is that the cen 
ter layer 206 of this three-layer sandwich is etched by 
materials which do not substantially affect the top and 
bottom layers 204,208. The reason for this will become 
apparent. 

Referring to FIG. 21, a layer of resist 210 is deposited 
and patterned to define an opening 212 over the center 
of the epitaxial island 201. The top layer of oxide 208 is 
then etched to conform to this pattern, and a wet etch 
used to remove the nitride layer 206. The nitride layer 
206 is over etched to create a larger opening than in the 
top oxide layer 208 as shown in FIG. 21. This distance 
should be precisely controlled in order that the subse 
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quent polysilicon base region to be formed in this area is 
properly aligned. 

Referring to FIG.. 22, the bottom oxide layer 204 is 
etched to reproduce the pattern in the top oxide layer 

‘ 208. This can be accomplished by a suitable plasma 
etch. The resist layer 210 is then removed. The spaces 
thus formed in the nitride and oxide layers 204,206,208 
are now ?lled with polysilicon 214 or polysilicon/par 
tial epitaxial silicon. Using known techniques in an 
AMT 7800 reactor, single crystal epi will grow on the 
substrate contact, with polysilicon growing from the 
nitride 206 walls. 

Referring to FIG. 23, the top oxide layer 208 is re 
moved and the polysilicon region 214, which is to be 
come the base contact, is doped by diffusion or implant. 
An oxide layer 216 is then grown on the polysilicon 214, 
and this oxide layer 216 is preferably thicker than the 
lower oxide layer 204. 

Referring to FIG. 24, the nitride 206 is stripped, and 
the exposed portions of the lower oxide layer 204 re 
moved. Since the polysilicon oxide 216 is thicker than 
this lower oxide 204, no masking is necessary for this 
step. Resist 218 is then used as a block, and boron im 
planted and annealed in order to de?ne a base region 
220 as described in connection with the ?rst preferred 
fabrication method shown in FIGS. 3-12. 

Referring to FIG. 25, phosphorous is then implanted 
and annealed in order to form emitter 222 and collector 
224 regions. The structrue of the transistor 200 is now 
substantially the same as that of FIG. 2, and is now 
ready for metallization. 

Isolated epitaxial islands suitable for use with the 
fabrication of bipolar and IGFET transistors, as de 
scribed in the above processes, can be formed in several 
ways. One preferred method is illustrated in FIGS. 
27—29. Referring to FIG. 27, a ?rst N+ epitaxial layer 
250 is grown on a silicon substrate 252. An optional 
second epitaxial layer 254, having a much lower dopant 
concentration than the ?rst layer 250 is then grown. 
The preferred method includes this layer 250 as shown. 
Inclusion of this layer 254, which can be virtually un 
doped, creates an abrupt junction with layer 250, which 
improves the oxidation described below. A third epitax 
ial layer 256 having a concentration between that of the 
?rst and second layers 250,254 is then grown. This third 
epitaxial layer 256 will eventually form the epitaxial 
islands in which devices will be fabricated. A layer of 
silicon nitride 258 is then formed over the third epitaxial 
layer 256 and patterned as shown in FIG. 27. 

Referring to FIG. 28, a high energy phosphorous 
implant is made to convert the second and third epitax 
ial layers 254,256 to highly doped N=of a concentra 
tion substantially equal to that of the ?rst epitaxial layer 
250. The only areas not converted are those de?ned by 
the nitride mask 258. The resulting structure is basically 
an island of moderately n-type material 260, with a thin 
layer of very lightly doped n-type material 262 below it. 
Surrounding this island on all sides is highly doped 
n-type epitaxial material 250,254,256. 
The substrate as shown in FIG. 28 is now ready for 

anodization in order to convert the highly doped N+ 
regions to porous silicon, which is then converted to 
silicon oxide. Such a process and mechanism for per 
forming this conversion is described in the article 
“Complete Dielectric Isolation By Highly Selective 
and Self-Stopping Formation of Oxidized Porous Sili 
con” by R. P. Holmstrom and J. Y. Chi, published in 
Applied Physics Letters, Volume 42, No. 4, Feb. 15, 
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1983 and in co-pending US. patent application ?led, 
and assigned to the assignee of the present application, 
which copending application is herein incorporated by 
reference. 

Referring to FIG. 29, anodization in HF and subse 
quent oxidation of the porous silicon thus formed co 
verts the N+ layers to oxide 264. This results in an 
n-type epitaxial tank 260, riding atop a very thin n~type 
region 262, the size of which is exaggerated in FIG. 29, 
surrounded on all sides by silicon oxide 264. 
Another method for forming isolated islands is shown 

in FIGS. 30-32. First 270, second 272 and third 274 
doped epitaxial layers are formed on a substrate 268 as 
described in FIG. 27. A nitride layer 26 is then depos 
ited, followed by an oxide layer 278. The oxide and 
nitride layers 278,276 are then patterned. The purpose 
of the oxide layer 276 is to minimize the number of 
polysilicon nucleation sites in a later selective epitaxial 
growth step as described in connection with FIG. 32. 

Referring to FIG. 31, the patterned oxide 278 and 
nitride 276 act as a mask, and the exposed portions of 
the moderately doped 274 and very lightly doped 272 
epitaxial layers are etched away. 

Referring to FIG. 32, highly doped epitaxial silicon, 
preferably having a dopant concentration identical with 
that of the ?rst epitaxial layer 270, is then selectively 
grown in order to surround the moderately and lightly 
doped island are 274,272 with highly doped N+ epitax 
ial silicon 270. This results in the structure of FIG. 32. 
This structure can now be anodized and oxidized as 
described above to result in the isolated epi island 
shown in FIG. 29. 
The alternative processes described above result in 

N~type epitaxial islands 260,274 surrounded by an oxide 
insulating layer 264. P~type islands can be formed by 
diffusing or implanting and annealing boron into the 
n-type island 260 or 274 after the anodization step. Since 
the boron will not diffuse through the surrounding 
oxide 264, mask alignment and annealing times are not 
critical. 

In another embodiment of the present invention, it is 
possible to form horizontal structure transistors in an 
exposed island which rests on top of an insulating layer 
rather than being formed within the insulating layer. 
Such a process for forming the horizontal structure 
transistor 10 of FIG. 1 will be described in connection 
with FIGS. 33-39. FIG. 40 shows a perspective view of 
the structure formed by this process. 

Referring to FIG. 33, oxygen is implanted in a 
< l00> substrate 300, preferably at 200 KEV to a con 
centration of 1X 10“. Annealing this implant forms the 
silicon oxide insulating layer 12, and leaves a thin sub 
strate layer 302 above this. This substrate layer 302 can 
be used to grow epitaxial silicon. An epitaxial layer 14, 
preferably approximately 0.6 microns deep and with a 
resistance of 0.3 ohm-cm, is then grown on the exposed 
substrate 302. This epi layer 14 is then oxidized to form 
an oxidized layer 304 which is preferably 1000 angstrom 
thick. 

Referring to FIG. 34, the epitaxial layer 14 is pat 
terned and etched in order to form an epitaxial island 14 
resting upon the insulating layer 302. The thin oxide 304 
is rirst removed, and the silicon 14 is removed using an 
orientation dependent etch. The oxide 304 remaining 
over the epitaxial island 14 is then deglazed. 
An alternative processing step at this stage would be 

to etch epi layer 14 only halfway to the oxide layer 12. 
This step would then be followed by oxidation of the 
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exposed epi, which expands to form a level surface with 
the unoxidized epitaxial island 4. This results in an epi 
taxial island which is surrounded on all sides by an 
insulating layer of oxide, such as the island 24,70 shown 
in FIG. 3. If this alternative processing step is elected, 
processing is preferably completed in accordance with 
the method of FIGS. 3-12. 

Referring again to FIG. 34, a thin oxide layer 306 is 
then grown to a thickness of approximately 500 ang 
stroms. This will completely surround the epitaxial 
island 14 with oxide 306, and convert the exposed por 
tions of the substrate to a thin oxide layer 308. 1000 
angstroms of nitride 310, followed by 2000 angstroms of 
polysilicon 312, are then deposited and patterned to 
de?ne the base region of the transistor 10. This gives the 
structure of FIG. 34. 

Referring to FIG. 35, resist 314 is patterned to block 
the collector and allow a base implant. Boron is im 
planted, preferably at 80 KEV to a concentration of 
IX 1014, and the annealed at 10000 C. for 30 minutes in 
an inert atmosphere such as nitrogen to form base re 
gion 54. This results in the structure of FIG. 35. 

Referring to FIG. 36, the resist 314 is removed, and 
an oxide deglaze performed. This removes oxide layer 
312, and that portion of layer 306 not covered by the 
nitride 310. Phosphorous is then implanted, preferably 
at 70 KEV, to a concentration of 5X1015. This forms 
emitter 46 and collector 48 regions. Referring to FIG. 
37, the phosphorous is annealed and oxidized at 900° C. 
for 30 minutes in stream. This results in approximately 
2500 angstroms of oxide 58 in the exposed areas. The 
oxide 58 grows under the nitride block 310 to a certain 
extent, as shown in FIG. 37. 

Referring to FIG. 38, the nitride 310 is removed and 
a 500 angstrom oxide deglaze performed to expose the 
base region 54 of the transistor 10. The extra thickness 
of the oxide 58 allows this to be done in an unmasked 
operation. 4000 angstroms of polysilicon is then depos 
ited over the entire surface of the wafer. Boron is im 
planted, preferably at 100 KEV to a concentration of 
IX 1015, and the polysilicon is patterned and etched to 
form the base contact 56. Thirty minutes of oxidation in 
stream at 900° C. is then performed to isolate the base 
contact 56 in oxide 60, giving the structure of FIG. 38. 

Referring to FIG. 39, the oxide 46 surrounding the 
raised epitaxial island 14 is then patterned and etched to 
expose the emitter 46 and collector 48 so that contact 
metallization can be applied. Platinum silicide, and tita 
nium tungsten/aluminum are the preferred contact ma 
terials used to form the ?nal structure shown in FIG. 1. 

It will be apparent to those skilled in the art that the 
process for forming an NPN horizontal transistor 10 in 
a raised epitaxial island 14 resting on top of an insulating 
layer 12 is virtually the same as that used to form a 
horizontal transistor 20 in a sunken epitaxial island 24. It 
will thus become apparent that complementary bipolar 
horizontal structure transistors can be formed in raised 
epitaxial islands by adapting the process shown in 
FIGS. 3-12 to that shown in FIGS. 33-39. 

Fabrication of integrated circuits using the methods 
and devices described above has many advantages over 
the prior art. The various components are all fabricated 
in regularly shaped islands of epitaxial silicon, prefera 
bly rectangular, allowing automated layout systems to 
work ef?ciently. The transistor structures are very 
small, resulting in fast operation and allowing a high 
level of integration. 
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Transistor efficiency and speed are improved because 

of several factors. Total oxide isolation reduces capaci 
tances as does small device size. High gain and the 
resultant increase in switching speeds are achieved by 
making the base width narrow. Narrow base widths 
require that the width be constant in order to avoid 
punch-through effects. Because the base and emitter 
have been diffused from the same location, the leading 
edges of their respective diffusion regions have the 
same shape, resulting in constant base width. This width 
can be made as small as desired by reducing the base 
diffusion time. 
The structure described above are fabricated hori 

zontally, but have the features of vertical transistors 
without the drawbacks. For example, no highly doped 
buried layer is required in the horizontal structure tran 
sistors. Traditional vertical devices must allow for both 
vertical and horizontal current flow so that contact can 
be made with the base and collector. These contacts 
must be brought out to the side, and then to the surface 
of the wafer for connection to other devices. This is 
very wasteful of the real estate on the wafer, introduces 
large parasitic capacitances, and increases collector 
resistance. These problems are solved by the present 
invention. 

It is important to note that sub-micron device features 
are obtained with the new method without the require 
ment for sub-micron lithography. Base widths of 0.2 
microns are easily obtained as described above. Emitter 
width, an important parameter, is actually the height of 
the epitaxial island, and is typically 05 microns are 
described above. Current carrying capacity can be in 
creased by simply increasing the long dimension of the 
epitaxial island, which is similar to the standard practice 
of increasing the current carrying capacity of MOS 
devices by increasing channel width. 
The present invention has been illustrated by the 

methods and structures described above, and it will 
become apparent to those skilled in the art that various 
modi?cations and alterations may be made thereto. 
Such variations fall within the ambit of the present 
invention, the scope of which is de?ned by the ap 
pended claims. 
What is claimed is: 
1. A horizontal bipolar transistor structure, compris 

ing: 
a substrate; 
an insulating layer covering one surface of said sub 

strate: 
an island of epitaxial silicon of a ?rst conductivity 

type located in said insulating layer and having an 
upper surface substantially coplanar with a surface 
of said insulating layer away from said substrate 
and a lower surface substantially parallel thereto 
and spaced toward said substrate, wherein said 
island is surrounded on all sides and below the 
lower surface by said insulating layer; 

a first highly doped region of the ?rst conductivity 
type disposed within said island along a ?rst side 
thereof, and filling the island between the upper 
surface and the lower surface: 

a second highly doped region of the ?rst conductivity 
type disposed within said island along a second side 
thereof, wherein the second side is opposite the 
first side, and wherein the second side ?lls said 
island between the upper and lower surfaces; and 

a third region of a second conductivity type disposed 
adjacent said ?rst doped region and filling the is 
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land between the upper and lower surfaces, said 
third region having an essentially constant width 
between said ?rst and second regions and having a 
doping pro?le with a largest concentration in a 
direction toward the ?rst region and a lower con 
centration in a direction toward the second region: 

insulation means contacting a portion of said ?rst and 
second regions and a portion of said third region, 
having a window therein over said third region, 
whereby direct electrical contact can be made to 
said third region through said window; 

and means overlying said third region and a portion 
of said insulation means for establishing direct elec— 
trical‘ contact to said third region through said 
window. 

2. The horizontal bipolar transistor structure of claim 
1 further comprising: 

a ?rst conductive contact directly electrically con 
nected to said first region at the upper island sur 
face; 

and a second conductive contact directly electrically 
connected to said second region at the upper island 
surface; and 

wherein said third conductive contact is directly 
electrically connected to said third region at the 
upper island surface. 

3. A horizontal bipolar transistor structure, compris 
ing: 

a substrate: 

an insulating layer covering one surface of said sub 
strate and having a top surface; 

an island of epitaxial silicon of a ?rst conductivity 
-type located on said insulating layer top surface 
and having a lower surface in contact therewith, 
and an upper surface substantially parallel thereto 
and spaced away from said insulating layer: 

a ?rst highly doped region of the ?rst conductivity 
type disposed within said island along a ?rst side 
thereof, and ?lling the island between the upper 
surface and the lower surface; 

a second highly doped region of the ?rst conductivity 
type disposed within said island along a second side 
thereof, wherein the second side is opposite the 
?rst side, and wherein the second side ?lls said 
island between the upper and lower surfaces; and 

a third region of a second conductivity type disposed 
adjacent said ?rst doped region and ?lling the is 
land between the upper and lower surfaces, said 
third region having an essentially constant width 
between said ?rst and second regions; and having a 
doping pro?le with a largest concentration in a 
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direction toward the ?rst region and a lower con 
centration in a direction toward the second region; 

insulation means contacting a portion of said ?rst and 
second regions and a portion of said third region, 
having a window therein over said third region, 
whereby direct electrical contact can be made to 
said third region through said window; 

and means overlying said third region and a portion 
of said insulation means for establishing direct elec 
trical contact to said third region through said 
window. 

4. The horizontal bipolar structure of claim 3 further 
comprising: 

a ?rst conductive contact directly electrically con 
nected to said ?rst region at the upper island sur 
face; 

and a second conductive contact directly electrically 
connected to said second region at the upper island 
surface; and 

wherein said third conductive contact is directly 
electrically connected to said third region at the 
upper island surface. 

5. A horizontal bipolar transistor, comprising: 
an isolated island of epitaxial silicon, including: 
?rst and second highly doped regions of a ?rst con 

ductivity type on opposite sides of said said island: 
a third region of a second conductivity type between 
and adjacent said ?rst and second highly doped 
regions, said third region having an essentially 
constant width between said ?rst and second re 
gions; and having a doping pro?le with a largest 
concentration in a direction toward the ?rst region 
and a lower concentration in a direction toward the 
second region: 

insulation means contacting a portion of said ?rst and 
second regions and a portion of said third region, 
having a window therein over said third region, 
whereby direct electrical contact can be made to 
said third region through said window; 

and means overlying said third region and a portion 
of said insulating means for establishing direct elec 
trical contact to said third region through said 
window. 

6. The horizontal bipolar transistor of claim 5 
wherein said isolated of epitaxial silicon comprises a 
layer of insulating material and a region of epitaxial 
silicon in and surrounded on sides and bottom by said 
layer of insulating material. 

7. The horizontal bipolar transistor of claim 5 
wherein said isolated island of epitaxial silicon com 
prises a layer of insulating material and a region of 
epitaxial silicon upon said layer of insulating material. 

* i * * i 


